PATENT SPEaFICATION 



1508 492 



Ob 
o 



(21) Appiication No. 17020/75 (22) Filed 24 April 1975 

(23) Complete Specificatioa ffled 22 April 1976 

(44) Cbmplete Specification published 26 April 1978 

(51) INT. CL.' B65D 31 /02 

(52) Index at acceptance 

B8K 2G5 2K3 2M BC 

(72) Inventor MICHAEL HENRY INCLEDON KIDWELL 

(54) PACK 




(71) We, BowATBR Packaging 
Limited, a Briti^ ccxm^pany, of Bowater 
House, Knightsbridge. London, SWIX TIR, 
do hereby declare tiie invention, for which 
5 we pray that -a patent may be granted to 
uS, and the method by which it is to be 
performed, to be particularly described in 
and by the following statement: — 
This invention relates to a pack or 

10 pouch formed of two superimposed sheets 
of material with a gusset in the base, and 
which is capable of standing up on its 
own. The pack is normally formed, filled 
and closed on one maoMne in a sub- 

15 stantially continuous maimer. Qosing is 
best performed by means of a heat sealing 
operation. The pack can be used for pack- 
aging many diifferent products but is 
particularly suitable for fluid products and 

20 in particular powders and liquids. For dis- 
play purposes, the pack can 'be stood on 
one end by opening out the base, this 
being possible because- of the presence of 
the gusset. 

25 Pouches or packs of the above descrip- 
tion are weU known and one particular 
type of pack already on the market is for- 
med from two triple laminated sheets, the 
outer lamiflation being of a particular 

30 grade of orientated polypropylene, the 
sandwiched layer being of foil and the 
inner layer being of polythene. By provid- 
ing a polythene inner layer foodstuffs can 
be packaged within the pack and when the 

35 two triple laminated sheets are super- 
imposed with a gusset arranged in the 
•base, sealing can be achieved fay a poly- 
thene to polythene heat seal around the 
two side and top edge regions, except in 

40 the region of the gusset wliere a triple seal 
is performed, the outer seals being poly- 
thene to polythene and the iimer seal being 
polypropylene to polypropylene. Such 
packs are very satisfactory but unfor- 

45 tunately the triple kaninated sheet material 



is very expensive. 

The object of the present invention is to 
provide a stand up pouch or padc of the 
general type described above which is 
cheap to produce and which incorporates a 50 
paper layer or other non-heat-sealable layer 2 
in each sheet.'. 

According to tb& present invention we 
provide a blank for the formation of a 
pack of the stand-up type formed of two 55 
superimposed panels of laminated material 
folded to provide a gusset at one end. 
sealed side edges and an opening at its op- 
posite end, the blank comprising an elong- 
ate sheet of laminated material having an 60 
outer layer of paper or other non-heat- 
sealable material and an inner layer of 
heat sealable material, the sheet being for- 
med with a plurality of parallel transverse 
fold lines at the centrd region thereof 65 
about which said sheet can be folded to : 
form said gusset, and having a strip of 
heat sealable adhesive at boti edge areas 
of said blank on the layer of paper or 
other non-heat-sealable material extending */0 
between the outer >ones of said fold lines. 

Preferably the adhesive is of the hot- 
melt type. 

The heat-sealable layers may be poly- 
ethylene. . 75 

fteferably, the layer of non-heat-sealable 
material is paper which carries printing, in 
which case, the heat sealable adhesive can 
be applied to the side edge regions of the 
blank during the printing operation. 80 

Also according to the present invention, 
we provide a me&od for the manufacture 
of a. pack of the stand-up type from a 
sheet of laminated materia!! having one 
layer or face thereof formed of paper or 85 
other non-heat-sealable material, and the 
other face of a heat-sealable plastics 
material, said meUiod comprising applying 
to selectwi central edge areas of the non- 
heat-sealable material, a heat sealable ad- 90 
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hesive folding the sheet with the heat- 
sealable plastics layer innermost to form a 
pack mtb front and rear panels connected 
at tiieir bottom end by a gusset formed of 
5 the material between said central edee 
areas and open at the other end. and heat 
seahng the side edges of the pack and gus- 
set, to partly close the pack. 
One embodiment of tbe present in- 
" described with reference to 
the towings accompanying the provisional 
specification, in which: — 

FIGURE 1 is a perspective view of a 
lammated sheet of material for forming 
15 mto a stand-up pack; 

FIGURE 2 is a perspective view show- 
ing the sheet folded into a position ready 
for fdhng and closing, and 
FIGURE 3 is an end perspective view of 
20 tile completed pack showing the gussetted 
base opened out to enable the pack to be 
stood on that end. 

Referring now to the drawings, the pack 
IS formed of a laminated sheet of material 
25 including a layer of paper or a layer of 
material having a paper outer surface 1 
and a layer of heat-seaJable material or a 
material provided with a heat- 
scalable inner surface 3. for example of 
30 polythene. Parallel transverse fold lines 5 7 
and 9 are made in the sheet to define a 
pair of gusset panels 11 and 13 connected 
respectively to the side waU panels proper 
15 and 17 of the pack. 
35 The next step in the manufacture of the 
pack is to fold the sheet as shown in 
Figure 2 to provide a bottom end with a 
gusset and an open or top end as can be 
seen. Smce the heat-sealable face or sheet 
40 IS on the inside it is a simple matter to 
close the pack by applymg heat and pres- 
sure. ^ 

In order to identify or advertise the 
product to be packed withia the pack at 
45 least one of the paper surfaces of the side 
walls 15 or 17 may bear printed matter 
.» printing operation the 

blank of Figure 1 is folded into the posi- 
tion shown m iFigure 2 ready for fming and 
50 closmg with the heat scalable surfaces in- 
nermost. The heat scalable surface is 
preferably a polythene sheet laminated to 
the paper 1 thereby providing a waterproof 
surface to the paper. Furthermore, food- 
35 stutts can be packed in contact with polv- 
thene. ^ 

So that the filled and closed pack can be 
stood on Its end. it is necessary for the 
side edge regions of the gusset panels 11 
and 13 to be connected together in the 
manner shown in Figure 3. This is 
achieved by applyiig a heat sealable ad- 
hesive 19 to edge regions of the gusset 
panels 11, 13 so that sealing both of the 
gussetted and non-gusset side edge regions 



of the pack may be achieved at the same 
tmie, e.g. by a single pass through a heat 
sranng machine, for example spaced pairs 
of co-operating hot roUers. The heat 
sealable adhesive 19 can be applied in 70 
mMiy different ways -but we prefer to apply 
It dunng the printing operation. It mO. thus 
be appreciated that once the pack has 
been folded and filled the dosing off oper- 
ation is very simple, and furthermore 75 
because the outer surface is of paper, it is 
not even necessary to place a spacer device 
mto the gusset if it is desired to form a 
heat seal across the base of the pack as 
would be necessary if the pack has ' an 80 
outer heat sealable layer as is customery 
■ Hie advantages of the pack of the pre- 
sent invention over known stand-up packs 
of this type are many. The preferred pack, 
because it is made from a laminated sheet 85 
of paper and a heat sealable material such 
as polythene, is cheap to manufacture and 
because the outer layer or face is of pmier 
It IS easy to print upon. Furthermore, the 
problem m heat sealing the side edges of 90 
the gusset panels is easily overcome by ap- 
plying a heat sealable adhesive daring the 
printing operation. 

It is envisaged that the pack of the pre- 
sent mvention could have many uses. If n-t 
could for example supercede existmg packs 
for packagmg powdered materials which 
are traditionally packed in a polythene 
luied uuier pack Avithin a cardboard outer 
box. Also, of course, the packs can be ino 
used for many types of powder or granular 
material, for semi-liquid materials, for 
hquids and also of course for soHds re- 
quirmg such a pack. The pack would of 
course also be very suitable for packaging tns 
"wet" tissues. Although we have only de- 
scribed packs made of two layer laminates 
It IS envisaged that the invention could be 
applied to packs made of multi-layer 
laminates, e.g. a paper/foil/polythene no 
lammate, m which the outer layer was a 
paper or any other layer which would not 
have heat sealable characteristics. 
WHAT WE CLAIM IS : 
1. A Wank for the formation of a pack its 
of the stand-up type formed of two super- 
imposed panels of laminated material fol- 
to provide a gusset at one end. sealed 
side edges and ah openmg at its opposite 
end, the blank comprising an elongate 120 
sheet of laminated material having an 
outer layer of paper or other non-heat- 
sealaWe material and an inner layer of 
heat sealable material, the sheet being for- 
med with a pluraUty of parallel transverse 125 
fold Imes at the centra region thereof 
about w^uch said sheet can be folded to 
form said gusset, and having a strip of 
heat sealable adhesive at both edge areas 
of said blank on the layer of paper or 130 
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other non-heat-sealable material extending 
between the outer ones of said fold lines. 

2. A blank as daimed in claim 1 in 
which the heat-sealable adhesive is of the 

5 hot-melt type. 

3. A blank as claimed in either one of 
claims 1 and 2 in whidi the laminated 
material comprises a layer of paper backed 
by a iayeff of polythene. 

10 4. A method for the manufacture of a 
pack of the stand-up type from a sheet of 
a laminated material having one layer or 
face thereof formed of paper or other non- 
heat-sealable material, and the other face of 

IS a heat-sealable plastics material, said 
method comprising appl^g to selected 
central edge areas of tibe non-heat- 
sealable material, a heat-sealable adhesive, 
folding the sheet with the heat-sealable 

20 plastics layer innermost to form a pack 
with front and rear panels connected at 
their bottom end by a gusset formed of the 
material between said central edge areas 



and open at thie other end. and heat seal- 25 
ing. the side edges of the pack and gtisset. 
to partly close the pack. 

5. A method as claimed in clahn 4 
wherein the pack is provided with printed 
matter on its outer fece and in which' 30 
application of the adhesive to the central 
edge areas of the layer or face of non-heat- 
sealable material is performed during the 
printing operation. 

6. A Wank for the formation of a pack 35 
of the stand-up type substantially as de- 
scribed with reference to the drawings ac- 
companying the provisional specification. 

7. A method for the manufacture of a 
pack of the stand-up type substantially as 40 
descnT)ed. 

For the Apphoahts, 
OARPMAHjS & RANSFORID. 
Chartered Patent Agents, 
43 Bloomsbury Square, 
London. WCIA 2RA. 
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